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1 
s ]nveton 'eltes to wheel dressg mech- 
nism, and is prîmrfiy cocernd with te pro- 
giSt0n of : mechusm îor ccurtely contouring 
th'e peripherl ace of  grinding wheel in 
c0utert   Vredetermined contour fo be 5 
prodùced on" work-pece  teopertio o£ sid 
Wheël. 
 .wëel dessing or trung mechanisms here- 
tb0¢ë epl0yeO £0r tis purpose, Oimods hve 
bee sè Eving  cuttng or triturt£ng ction 10 
up6n th-brgsiVW'teril of the griding wheel. 
is results i  apprecïb!e clzge in wheel 
 meter, as wdil as ëvolving clouds o£ fine 
s}ë dust. Despite p'ecutnary mesures, these 
iutWgb-give rticies fid their wy ito 
ctaaçin mechnism for the wheel dressig da- 
mono so 'th't the affcrgte hmet.ïonal opertion 
dZ :te ltéç  more or !ess seï.iously impired. 
Vîlè sùdh dï'eSig meeniSms my be em- 
16ye "i Cses here, i the grding o£ certain 20 
kind £ Wo:k,  high 6egree 0£ ccurey is 
reqired, 'theyre no stble or preciso grind- 
in'g, su'ch 'a«s he grindg 0£  screw thred 
wokpiees o vrious oimeters, where the 
tors 0f .pït6h, helix ng}e aO concetricity Of 25 
the.Crë':threffds ae o£ major importance. 
It , hereï6re, the geerl objeet d purpoZe 
dï-our présent invetio to provde  wheel dress- 
i'gechniSm, ï fh£eh lnsead o£ the ul 
mond or 0tér cutting tool we employ  hrOened 30 
seel rller vïng " surface profile identicl with 
tht whieh iS  be produced upo the wörk, to- 
geter With meas for g£ng said roller unOer 
prbZSure aginst thè peripherl £ce of the griO- 
ing heel, whfle siO wheel ndroller re rel- 
tively rotated, thereby C0touring the relt£vely 
sot ce oï the brsive wheel, so tht in the 
ertiOn of the ltr, the Oesired profile is 
cutely reprodueed upon the work-p£ece. 
If s afi0ter objet o£ the £veton to prov£de 40 
 mechsm oï thi-s kilO, prticu}arly designeO 
ïor use in coectio wlth  ceterless gr£dig 
mehine, nd i which we'prov£de  ovel mount- 
ig oï the weel Oressig or contouring roller, 
Whereby he ï'oller xis muy be djustbly i- 45 
eli relative to the oEis 'of the grindig Wheel 
d .Subgttilly in correspodence with the i- 
cli'tion of the work-piece  the griding throt 
of hé chie. 
if iS trther ob]ect o the ivent£o fo prov£de 50 
mens or adjustig the pressure roller to ac- 
ëuruly compéste ï0r the positio 0£ the Work- 
piece .i the grg tr0t relative to the ce- 
ters 'of thë grinOig gno control whe'els, wh£ch 
will vry ccorng to the d£meter o£ the work- 55 
piece n'dther operting condiSions. 

2 
itis also .an addiional objet Of the invention 
to :Provide a wheel dressing mechanism of the 
above cloEaraotèr, ïn whioh the application and 
duation of the pressure force of said follet 
agginst .the .aoe of the abrasive vheel is inde- 
penImt o3 the .manual force or dexterity 'of the 
operator so that the reduction oî grinding wIiëel 
diaméter is-hCd fo a minimum and uniformly 
accùrate rsults are produceO.. 
Oui" invention further contempltés a di'essirïg 
mechanism progided with sirD.ple and effective 
means ortrol,ling the depth of p.enetration of 
the :pressue coritoufing roller into the face.of 
the abrasi.ve 'wheel so thät 'when a wheel profile 
having thé lredetermined dpth is reached, 
ther .penetraion dr the Wheet face by said fol]er 
is automatically discontinued. 
Yet another object of out invention is to provide 
certain effectively operating 'elèctrical controls 
for the wheé] Iressing follet Which are intër- 
rëlaed With the electrical driving system of 
grinding wheët and which ha/è for their purpos'e 
to reluce the ]oad on the follet 0perating mot0r 
t a/miniñïuï and t0 also qüibkly stop the rofa- 
tion Of the grinding whëel .so that the whèel 
drefiïg operation may be starte without excés- 
sire loss 0f rime. 
Other subordh]ate objects of She inventïon in- 
clude the provision of a whCÂ dressing unit hav 
ing a rflilfimum number of structura]ly durabIe 
pgrts cooperatively assembled in a compac"t or 
ganization, ïnwhich the several adjusting means 
for the Wheel drèssing 011er are ea,ily acc'essitJle 
for pïd opeation. 
With the alove and other oljects in view, the 
prescrit irvention comprises the improved whel 
dresSing m'echanism and operatioial control .sys, 
rem Zlïerefor, together with the cormtruction and 
relätie arrangement of the several parts, as wi]l 
tiëreinafer bë more u]ly described, fllustI'ate'd 
in the accompanying drawings and subsequent].y 
inc6rpdrgted in the subjOined claires. 
in the drawings wherein we bave disclosed an 
fllustratiVè practical embodiment of out inven 
tion and in which simflar :reference characers 
desinate correspondin parts throughoit the 
several views: 
Figuçe lïs a side elevation of the wheel'dressin'g 
meehanism showing the Saine mountet in 0pera- 
tire position upon a giinding machine; 
Figui'e 2 is a transverse sectidnal view taken 
substaiitial]y on the litre 2-- of Figure 1, the 
drivirg motif for thè whee] dressing r<i!]er b- 
ing removed; 
.Fïgure 3 ïs a longitudinal seCtiona] view taken 
sub'stantia]]y on he line 3--3 oï Figure 2; 



260190 

3 
Figure 4 is a fragmentary horizontal sectional 
view on an enlarged scale, taken substantially 
on the line 4--4 of Figure S; 
Figure 5 is a fragmentary elevation looking 
at the opposite side of the machine from that 
shown in Figure 1; 
Figure 6 is a transverse sectional view taken 
substantially on the line G--6 of Figure 3; 
Figure 6a is a detail horizontal section taken 
substantially on the line 6a--6a of Figure 1. 
Figure 7 is a fragmentary sectional view taken 
substantially on the line -- of Figure 2; 
Figure 8 is a wiring diagram of the electrical 
control system for the machine, and 
Figure 9 is a similar diagram of an alterna- 
tive method of control. 
Referring for the present more particularly 
to Figures 1, 3 and 6 of the drawings, the wheel 
dressing unit is rigidly fixed upon a part 0 of 
the grinding machine bed above the axis of the 
grinding wheel  2 and at an angle from the hori- 
zonal in close proximity to the grinding wheel 
for proper operation upon the peripheral face 
thereof in a manner tobe presently described. 
This angle will varY with the diameter of the 
grinding wheel and in some cases the unit may 
be mounted to operate in a horizontal position. 
In the embodiment of the invention which 
we bave selected for purposes of illustration, 
the dressing unit includes a base f4 extending 
upwardly and laterally from its fixed end 
mounted on the bed 9. Oï the upper inclined 
surface of this base the plate 8 is rigidly se- 
cured by means of the screws f6 and is pro- 
vided intermediate of its ends with a longitu- 
dinally elongated opening 2-@. The plate 8 is fur- 
ther provided in its upper surface with a longitu- 
dinally extending dove-tailed slideway 22, one 
side of which bas an undercut vertical wall 23 
with which a longitudinally slidable tapered key 
24 cooperates for the purpose of compensating 
for wear between the slideway 22 and the mat- 
ing dove-tail portion on the bottom surface of 
a slide 2G.'- To each edge of this slide a plate 
30 is secured by.means of screws 28 and extends 
downwardly in overlapping relation to the plate 
6. These plates exclude abrasive dust and 
other foreign marrer, in all positions of the slide 
28, from entrance through the opening 20 and 
collection upon the parts of the slide operating 
mechanism tobe presently described. 
Upon the upper surface of the slide 26, a 
saddle 82 is transversely adjustable and is keyed 
against longitudinal movement relative to said 
slide as shown at 34. This saddle 3- is adapted 
tobe secure!y held in its adjusted position on 
the slide by means of the clamping members 
86 each of which bas a fianged portion for en- 
gagement in grooves 3 in the front and rear 
ends of saddle 2, as clearly seen in Figure 1. 
These clamping members are secured to the 
slide -8 by means of the screws 40. When said 
screws are loosened, the saddle may be trans- 
versely adjusted on the slide by means of the 
adjusting device shown in Figures 2 and 6 of 
the drawings. With reference thereto, it will 
be seen that saddle 82 is provided atone side 
thereof with a laterally and downwardly ex- 
tending bracket arm 42. This arm bas a tapped 
hole receiving the adjusting screw 44, the in- 
ner end of which has bearing contact with the 
side plate 8 on slide 26. The bracket arm 42, 
in spaced relation to the screw 44, is further 
provided with a coanterbored opening in reg- 
istering relation with an opening in the plate 
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8 and a tapped hole in the slide 28 which re- 
ceives the cap screw 48. Thus it will be ap- 
parent that transverse movement of the saddle 
on the slide in one direction is limited by the 
 adjustable screw 44 while movement of said 
saddle in the opposite direction is limited by 
contact of the head of the screw 48 with the 
internal shoulder 4 of the bracket arm 42. 
Preferably the screw 44 is securely fixed in ad- 
1@ justed position by means of the set screw 40. 
Thus itis possible to easily and quicldy make 
an exact transverse adjustment of the saddle 
2 on the slide -6 for the purpose of accurately 
registering the peripheral surface configuration 
1 of the dressing or contouring roller with the pre- 
formed peripheral surface of the grinding wheel 
f2, axiaily thereof. 
The roller cradle 4$ is mounted upon the sad- 
dle $- for transverse rocking movement rela- 
:@ tire thereto, said saddle having an arcuately 
dove-tailed connection with the cradle 48. The 
axis of rocking movement of cradle 8 is ex- 
actly parallel to the path of movement of the 
slide 28 which is substantially perpendicular to 
 the axis of grinding wheel f2. The concave 
slideway in the top surface of the saddle $2 is 
formed with a rectangular rear side face, as 
indicated at 0 in Figure 3 of the drawings. 
Sufllcient clearance is provided to permit the 
80 cradle 48 tobe shifted rearwardly and then 
vertically lifted to remove the same from con- 
nection with the saddle 2. The cradle 48 is 
retained in any desired angularly adjusted posi- 
tion relative to the saddle $2 by means of the 
8 dove-tail clamps 2, shown more particularly 
in Figures 2 and 7 of the drawings. These 
clamping members are of cylindrical shape and 
are retained in snitable recesses formed in the 
rear side of the saddle $2 by means of the screws 
40 4, each clamp being provided with an under- 
cut inclined shoulder 8 having a curvature sub- 
stantially identical with the slideway in the 
saddle 3. The cradle 48 may thus be rigidly 
held in adjusted position on the saddle by ad- 
45 justing the screws 64 to force the members 62 
inwardly so that shoulders 88 will urge the 
cradle 48 forwardly and securely clamp its dove- 
rail portion against the forward side wall of the 
slideway in the saddle $2. The required amount 
50 of angular adjustment of the cradle with re- 
spect to the saddle is easily measurable by means 
of sui.table indicia 68 engraved upon the for- 
ward surface of the cradle 48 in conjunction 
with the index line 60 on the adjacent surface 
55 of saddle 82 (see Figure 6). 
In the operation of centerless grinding ma- 
chines, it  common practice to incline the blade 
of the work support Ïrom the horizontal so that 
the work-piece will have an endwise movement 
60 as if is being ground. In the glnding of roughly 
pre-formed screv threads on work-pieces this 
angular inclination of the work-piece should be 
ruade equal to the he]ix angle of the thread. On 
the other hand, the thread forming operation is 
65 accomplished by means of a grinding wheel which 
is formed with a series of alternating, circumfer- 
entially Parallel ribs and grooves, and not a con- 
tinuous thread. In either case, the angle of in- 
clination of the work is variable and the grinding 
70 wheel will reproduce its exact peripheral contour 
on the work, only when that angle with respect 
to the grinding wheel axis is zero. Consequently 
it is necessary to axially rock the dressing or con- 
touring roller of our invention relative to the axis 
7 of the grinding wheel so that the inclination of 



çhe roller:axi's wilIbe eqal to tht of the work- 
Piece from he horizontal in çhe gindig .$hroat, 
to pOduce 
upon She peri.phery.ooE $he grfnding 'wheel. us, 
glçhough he grinding wheél 'otçes 4n a per- 
pendicular plaue :nomal o ifs axis, .he orrec 
proe will-be 'accurae!y produce upon :he in- 
cliued woik-piece. 
- Upon the upper-fiat surface, o' the .cradle 
beket «:2 is noun:te, saîd brckë.:havin a ase 
pertlon pivoa]ly connected i!ermediate of-its 
ends 'by 'means of the pin 
for .pivotal dj-ustment relative to -he lotter. 
Screws  are disposed hrough-counerbore 
openings in the ear end ofhe crade,:'4 nd hav- 
ing 'threaded engagement Wi-th be brochet :B. 
The openings are 'of suciently gre'ater-diameter 
han çhe .screws  topermit laterl movement-'oï 
said screws 'i-n the piv0tal adjus'trnent of he 
bracket '2 which-is effc by 'mans of thea- 
jtin screws ' threaded .in the crale-48 in per- 
peniular reiation.to the screws 6 ad respc- 
tïvely-cocting therewih. y 'such pivoal d 
justment of 'thebracket, he dressin or contour- 
g 'follet m«ounted thereon may be easily osi- 
tione 'with its axis in ccUrate coinCiing réla- 
tion with a ransverse plane normal to he path 
of movement of the S]ide . Springs 
roundingthe screws  are seaed n the 'eared 
ouer ends ï of he opeingsïn the cradte  a] 
reined therein by the wash'ers ". Simi]ar 
srews  are a!so disp6sed throuh enlrge 
openings in the bracket 2 and are nçed in 
tappe-d openigs in the cradle 48. Sprh]gs @sr- 
roun-ding the screws 68 are seatéd in the spring 
cups 8 and retained therein by washers .8. 
Ths-the JbrackC '62 is r6siliehtly OE'ëtained fn 
proper psïtion on thb Cradle 8 'whn the screws 
66 "and"88 "are temporarily laosenëd 0r thepivoa] 
aju,ment of sai brackët by meas .f the 
screws 7@. 
t appropriate locations, pads 82 a'e frëd 
upon the upper surface-of thebracket-@ for he 
fl]stl!ation of-an ëlectric-drivin motor  îr 
the whee] dressing ro]]'er. 
s seen in gure 3, the braket- at ïs "for- 
ward-end is formed with'an upward]y projeing 
pat  perpendicular 'to the surface o the cra.d] 
-8, amd, as shown in Fire 4, is provided in ïts 
front fce witha Tsl0t  in which he mating 
rïb 8 formed on the rol]er support 2 is slidably 
engged. Screws4 and washers  areprovided 
for the.purpose of ri2id]y securing said support in 
corrsct vertical position upon the part 8 o the 
bracket @-. These "screws are dispose through 
veical]y elongated s]ots '98 in he bracket part 
, Rnd ,the vertical adjustment of the suppo 
is .effected by means of 'the screw @ which is 
hreaded through a rearward]y projecting part 
' on the upper end of the suppor 9 and has 
bearing engagement at :its lower end upon the 
upper edge o the part 6 of bracket«,2. 
The vertical adjustment of support  is eas- 
ure y heposition of an index finger or pointer 
 on said support ith respect $o the indicia 
/86 inscribe un the plate . atached 
braket  (see Figure 1). 
.s shown in gUre 4 of the drW-i-ngs, he 
support  extends across the -ront ace of 
brket -part  and is rovide at one .o ifs-ends 
with .a housin 3 for the ball thmst bearings 
. between which simi]ar aular spacers 
are Poitione'd. Th.reduced end of the.ressing 
roller shft   is journa]led in-these berings 
ih ar :reainein .position îthin :th bearin 

housing 93 by ,means of .the :cap member 
which .is fixed fo said housing .by means of 'suit- 
a, ble screws indicated at |.|/1. Ine extremityof 
the short | |'4 beyond the outer bearing _ |0 sfur- 
5 ther reduced .in-diameter to .receive the spocket 
s]eeve |,29 which is restrained against rotation 
relation to the shait bymeans of'the-key |22. A 
recess in the .end of the sprocket sleeve 
receives a fianged clamping-membeï .|21 Which 
10 is removably attached to the extremity of the 
s!oEaft by means of the screw |2. In this. man- 
ner, the inner end of the sprocket s]eeve .|)0 :is 
fu'mly held aainst the outer thrust bearing | 
The sprocket ..ïormed on the outer end of aid 
15 sleeve is operatively connected with a simflar 
sprocket on the drive shaït ofmotor/14 by marïs 
of the chain .8. The sprockets and drive chain 
are preïerably enclosed within a suitable gurd 
housini indicated ai |0. I]etween the annuir 
20 cap member 'i|i| and the outer surface of .he 
sprocket sleeve |.20 a conventional tpe 
seal  3 is inserted fo effectivel.y.retainthe lubri- 
cating grease in th bearings | |  .hile excluding 
undesirabl ïoreiin marrer..._ .similar 'seal 
25 is employed ai the opposite side of the bearigs 
between shaït |. 4 and the wall of the husing . 
The support 2 ai ifs other end ha a si.or 
formed in the Iront ïace thereoï tor.eceive a.rib 
or .key  ïormed upn ore sïde .of a bear, in 
30 housin 8 whïch is rigidly scured to thestlp- 
por 92 by means of scrws indieated at 
This eï]d f the roller shaït |t has a threaded 
section and a terminal portion | of reduced 
diameter eztendini thereîrom upon which the 
35 bushing ,2 is engaged and keyed against rela 
tire rotation by means of the pin |¢.projecting 
from the threaded portion of.the short  |4 into 
a bore formed ïn the en]aïged inner end Of the 
bushin '.. This bushing is journa]]ed .in :a 
4O bearing 6 mounted in the housing |/1. A nut 
48 threaded upon the bushing and the locking 
washer .0 retains the baring in proper ,,axial 
position. A cap member .-| G2, remöaby secm,ret 
by means of the screWs | 5i to the ..housin.g 
. retains the outer race of 'the bearing ,t i.n lts 
propre- axiaLposition. Agrease seal-..is .inter 
l»OSed between the,cap member  a -and -the bush- 
ina 4! and a similar seal ..| -/1 is-provided :beween 
the innrend of the bushtng and the-housing 
5 Upon the central portion of the Ma% iIll the 
hardened stee] dressing or contouring ol]er 
is fixd aaainst rotation by means of a .m,iable 
key I. The washer | and nut |'G-engaged 
upon the threaded portion of the shaf.t .-|,| 
- securely c]amps the roi]er in a fixed axiai »posi 
tion relative to .the short against the .shoulder 
 îormed upon saidshaft. The peri.phera]»sur- 
face of the follet |$ '.-is accurately-contoured 
in accordanoe with the predetermined-contour -to 
60 be produced on the work. In the present 
instance, in Figure 4 we h-ove shown :this .follet 
provided with alternatina V-shaped ridges and 
grooves, as at |, for the purpose of providi-ng 
the grinding wheet with :a profile contour w«hich 
6 wi]] accurate]y grind screw threads .lpon a 
roughly pre-formed workpiece. 
On further referenc fo Figure 3-of-the 
ing, it wi]l be seen 'that the slide . is or..med 
with a part  depending through the-opening 
70 in the plate |$,.said part having tw0 lo:iuii- 
nal]y spaced apertured luas |0 and l." rspac- 
tively, which ar positi0ned in a cs;vity 
in the base |. Th lug | is inçeInM.]y 
threaded t0 rceive an external]y thrad'ed bsh- 
I( i, ng |  while he "ailigned aperture 'of th 
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reeeives a slidable bushing 76 whieh is inter- 
nally threaded. The lug 7 is formed with a 
keyway for the reception of the key 78 carried 
by the bushing 76 so that while said bushing 
may axially slide relative to the lug 72 it is 
restrained against rotation with respect thereto. 
A powerful coil spring 88 is interposed between 
the bushings 4 and 76 and is supported at its 
opposite ends upon reduced diameter portions of 
the respective bushings. A shaft 62 extends 
through the bushing 74 in clearance relation 
thereto and has threaded engagement in the 
bushing 76 so that the latter bushing acts as a 
traveling nut to compress the spring 80, as well 
as to move said bushings, the slide 26 and the 
various parts supported thereon as a unit relative 
to the plate 6 and the base 4. 
Extending rearwardly from the cavity , the 
base 4 is formed with a longitudinal bore in 
which the sleeve 84 is non-rotatably mounted 
for sliding movement by means of a suitable key 
86. Throuh this sleeve an unthreaded section 
of the shaft 82 extends, the rear end of the 
sleeve being counterbored to receive the bearing 
bushing 9 for said shaft. Pearwardly of this 
bushing, the end of the shaft 82 is of reduced 
diameter and has a cylindrical member  92 fixed 
thereto by means of a key 9@. This member is 
provided with suitably spaced handles 96 pro-. 
jectin rearwardly therefrom by means of which 
it may be conveniently rotated. A collar 9 is 
threaded upon the rear extremity of shaft 82 to 
prevent axial displacement of the member 92 
and retain the annular flange 200 thereof ir 
overlappin relation upon the periphery of the 
diarnetrically enlarged rear end of the sleeve 84. 
This flange bas a beveled surface with indicia 2 
inscribed thereon to cooperate with an index line 
on the adjacent peripheral surface of the sleeve 
84 whereby the rotation of the shaft 9 may be 
accurately measured. 
The sleeve receiving bore through the base 4 
is provided at its rear end with the annular 
shoulder 8 against which the rear end of sleeve 
64 is adapted to abut and thereby ]irait axial 
forward movement of said sleeve. Axial more- 
ment of the sleeve in the forward direction rela- 
tive to shaft 82 is prevented by contact of the 
sleeve with the collar 8 formed upon said shaft. 
The forward end portion of sleeve  84 is formed 
with a longitudinal series of external rack teeth 
24 which are engaged by the teeth of a pinion 
26 secured against rotation relative to the 
manually operable shaft 6 by the key . 
This shaft is transversely mounted in tlie base 
4 and is provided atone end with the handle 
2  2 for convenient operation. A lever   4 is 
fixed atone of its ends to the other end of the 
shaft 28 by the pin indicated at 26, and upon 
rotation of said shaft is adapted to actuate two 
limit switches 2  8 and 2  9. The properly timed 
simultaneous operation of these switches is ob- 
tained by means of the screws 2 adjustably 
threaded in the end of the lever 24 and locked 
in adusted position by means of the nuts 222. 
From the above, it wfll be evident that the 
mechanism, including shaft 2 and sleeve 84, 
is rearwardly movable on the base 4 to the 
extent permitted by the length of the rack teeth 
4. In order to retain the mechanism in this 
retracted position against the force of gravity, 
the sleeve 84 is provided with a notch or recess 
224 adapted to receive a detent 22 mounted in 
an opening in the base 4 and constantly urged 
into contact with the sleeve by the spring 226. 
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The spring is retained in position and its tension 
properly adjusted by means of the plug 2{} 
threaded into the outer end of the opening in 
the base. This spring and the detent, however, 
5 offer but negligible resistance to a positive force 
manually applied to the handle 212. 
To the top of the follet support 92 one end 
of a forwardly and downwardly curved bracket 
member 22 is pivotally connected as at 24. 
10 The lower end face of this bracket is recessed to 
receive a wire brush 26 which is detachably 
held in proper position by means of the clamping 
plate 256 and the screws 24{}. The upper side 
of the bracket 22 is provided with a recess 
]5 242 which contains a compression spring 244 
retained therein by means of a cap screw 246 dis- 
posed loosely through an opening in the bracket 
and having threaded engagement in a lug or 
extension projecting from the front face of the 
0 support 92. By adjustment oî this screw, the 
pressure of the spring 242 on the bracket 252 
may be regulated to yieldingly hold the brush 
26 in proper contact with the contoured periph- 
eral surface of the follet 6{} so that said brush 
5 will operate fo continuously remove such particles 
of abrasive material as may adhere to the con- 
toured surface of the roller 6. 
In the operation of centerless grindlng ma- 
chines, it is well understood that due to varia- 
3O tion in diameter, metallurgical characteristics 
and other details, different kinds of work-pieces 
will occupy a position in the grinding throat 
ata higher or lower elevation with respect to 
a common plane intersecting the axes of the 
.-35 grinding and work control wheels. TherefOre, 
it is usual to provide means for vertically ad- 
justing the work test blade in the grinding 
throat. It is apparent that the grinding wheel 
will not reproduce its contoured profile on the 
40 work with equal fidelity or accuracy in all possi- 
ble positions of the work-piece in the grinding 
throat. Consequently the perlpheral profile of 
the grinding wheel must be altered to com- 
pensate for such difference in position of various 
work-pieces in the grinding throat. 
45 Referring more particularly to Figure 1 of the 
drawings we accomplish this alteration in the 
profile of the grinding wheel by adjusting the 
point of tangential contact between the follet 
]6 and the grinding wheel to the same relation- 
0 
ship with the radius line of the grinding wheel 
which is parallel to the slide 26, as that which 
exists between the point of tangential contact 
of the grinding wheel with the work and a plane 
55 intersecting the centers of the grinding wheel 
and work control wheel. Thus, as seen in Figure 
1, the line of tangency between the roller  6{ and 
the grinding wheel is indicated at A, and, in 
the position of the roller shown in full lines, the 
60 point of tangential contact is substantially co- 
incident with the radius line B intersecting the 
axes of the grinding wheel and dressing follet 
]68 and approximately parallel to the slide 26. 
Iî the adjusting screw { is now operated to 
65 adjust the support 92 for a distance measured 
on the scale {}4 to dispose the follet ]6 in the 
dotted line position C, the point of tangent2al 
contact of said roller with the periphery of the 
grinding wheel will then be coincident with the 
70 line D, also parallel to slide 26, thus producing a. 
line of thrust of the roller ] 6{} against the grind- 
ing wheel spaced from the wheel axis for the 
distance E. Itis evident that in the latter posi- 
tion of the follet 6 the contoured profile of 
7 the grinding wheel will be somewhat altered from 
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that which would be produced with the roller 
operating in the position shown fil full lines in 
Figure 1. 
In preparing the mechanism for operation, the 
several adjustments above described are first 
ruade fo position the follet 6S in accordance 
with. the helix angle of the threaded work and 
the vertical position of the work in the grinding 
throat. Itis also necessary to adjust the position 
of the follet 66 longitudinally of the base 4 by 
operation of shaft 82 fo move the slide 26 for- 
wardly until exact contact is ruade between the 
follet 166 and the periphery of the grinding 
wheel 2, without removing any abrasive 
terial from the grinding wheel. Thus itis appar- 
ent that, when shaft 82 is rotated the threaded 
section thereof cooperates with nut 76 to move 
said nut, spring 8.6, hushing 74 and slide 26 as 
a unit axially of said shaft.. Spring $0 prevents 
axial movement of nut 76 relative fo the slide 
26. This adjustment is marie withthe sleeve 
at the extreme, forward end of its stroke and in 
contact with stop shoulder  8. 
The mechanism is now withdrawn from the 
grinding wheel to the extreme rearward position 
as limited by the rack teeth 264. Shaft 62 is 
then rotated by adjustment of the member 
fo more the slide 2 forwardly for an amount 
measured on scale 202 which is equal fo the de- 
sired penetration of the peripheral face of the 
grinding wheel by the roller 6}. The handle 
is. then rotated in a clockwise direction, forcing 
the sleeve 84, shaft $2, nut 76, slide 26 and 
the. mechanism supporte.d thereby toward the 
grinding wheel. Upon contact between, the r.oller 
66. and the face of the grinding wheel, further 
forward movement of said follet is resisted and 
the continued movement of handle 2 [2 then com- 
presses the spring $6 betweer the bushing. 
and nut 76, as the latter moves axially with 
shaft (2. Thus spring |60 is compressed for 
distance equal to the. pre-set depth of penetra- 
tion of the grinding wheel. In this final move- 
ment: of the handle 212 fo the ex-treme clockwise 
position, limit s.witches 2 S and 2 9 are closed 
and the follet driving motor $4 energized. There- 
after the spring $6 continues fo force the slide 
2.6 forwardly and. fee.d the fol!er 60 into the 
face of the grinding wheeL When lug  72 on the 
slide again contacts the shoulder 7 on nut 
further forward movement-of the slide and roller 
$60 ceases and the load on the operating motor 
4 for the dressing roller .$ sharply drops. The 
dressing operation is then completed, and the 
circuit of motor  is automatically opened as 
will presently be more fully described. The 
handle 22 is then moved in the counter- 
clockwise direction, returning the follet 60 to its 
original position relative to the grinding wheel 
and.the latter is then prepared for further opera- 
tion upon the work-pieces. 
If desireddifferent rollers 6 may be employed 
foi» ginding screw threads of different helix 
ngles, said ro]lers having thread profiles which 
are distorted sufiïciently with respect fo the 
thread profile to be produced on the work to com- 
pensate for axial angularity of the work-piece. 
In this case the adjustable cïadle S and saddle 
32 can be dispensed with and follet supporting 
bracket 2 mounted directly upon the slide 26. 
In Figure 8 of the drawings we bave diagram- 
matically fllustrated an electrical control system 
for the. various operating motors during the wheel 
dressing operation. The three phase alternating 
current line 22 is adapted to be opened or-closed 
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by the main line switch 264. After passing 
through the fuses 26, the main line is connected 
with the terminals of the primary cofls of trans- 
formers 266 and 266. A relay 266 is connected 
5 across the secondary coil of transformer 266 by 
the lines 262 and 264. The separate wires of 
main line 262 are connected fo the contacts 266, 
276 and 272 which are normally open and are 
operated by the relay 266. Thus; when switch 
10 264 is closed, the current through transformer 
268 energizes relay 266, thereby closing the con- 
tacts 26, 276 and 272. Contacts 266 and 27{} 
are connected to the heating coil of a thermal 
overload relay indicated af 274. The contacts of 
15 the relay 274 are connected in the line 276 through 
the secondary coil of transformer 26. Contacts 
272 are connected directly to the motor 276 which 
is also connected fo contacts 266 and 276 through 
the overload relay. Thus, the closing of contacts 
20 26, 27{} and 22 will start the motor 27, which 
is utflized for driving the off pump 261. in the 
lubricating system of the grinding machine. 
Pump 266 is connected hydraulically to the pres- 
sure switch 262, so that the starting of motor 2?6 
25 results in the closing of switch 26- connected in 
line 264 which in turn is connected fo the other 
terminal of the secondary coil of transformer 266. 
The grinding wheel motor 26 is started by 
depressing the start button 288. This momen- 
o tarfly completes the circuit from point 2|} on line 
276 through relay 22, contact of thermal over- 
load relay 294, switch 266, stop switch 296, line 
26 normally closed contact 258, line $66 fo line 
26, completing the circuit to transformer 
85 lelay 292 is energized, closing contact $62 which 
creates a holding circuit exclusive of the start 
button 28, so that current is maintained to re- 
lay 22 when said start button is released, le- 
lay 22 when thus. energized also. closes the con- 
0 tacts $4, $66 and 08, establishing a direct cir- 
cuit from main line 22 through contacts $84, 
and $0 and the heating coils of thermal over- 
load relay 24 to the grinding wheel motor 266 
and starting the motor. 
45 If will be understood that the wheel dressing 
operation cannot be started until after the grind- 
ing wheel bas been brought to a complete stop, 
since otherwise, the abrasive grinding wheel 
would destroy the peripheral contour of the dress- 
50 ing follet. Therefore when the grinding opera- 
tion has continued, until it becomes apparent 
that a dressing or truing operation is necessary, 
it is desirable that the rotation of the grinding 
wheel be instant]y stopped so that the dressing 
55 operation can be initiated without loss of rime. 
IVlomentum of the heavy grinding wheel and its 
motor armature tends fo continue the rotation.of 
the wheel for a protracted rime period, and we 
have solved this problem by the following control 
0 system: 
A plugging switch , is mechanically con- 
nected to the grinding wheel spindle and, during 
operation of the wheel, maintains the contacts 
312 and 3 in lines 3 i6 and 316, respectively, in 
65 c]osed position. Therefore, these contacts remain 
closed after the stop switch 25 is operated to open 
the cri-cuit through the grinding wheel motor 
operating relay 22. The de-energization of the 
relay 2,2 allows the normally closed switch con- 
'0 tacts 32 to close, establishing a circuit from point 
28 on line 27G through relay 22, contacts 
line $$, switch contact 2 and line 26 to line 
2& The energization of relay $22 closes contacts 
2, 8, 339 and $2. Thus current is.conducted 
75 from the main lflue 262 to contact $25, line 
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and the alternating current coils oï the saturable 
reactor 338 to line 338 ,hich leads to the grinding 
wheelmotor 288. Current also passes through 
contacts 328, line 848 and the alternating current 
coils oï saturable reactor 42 to line 844 which 
leads to the grinding wheel motor 28. The grind- 
ing wheel motor 28 is also connected to main 
line 252 through contacts 380, lines 346, the alter- 
natin current coils oï saturable reactor 348 and 
line 350. It will be noted that this connection 
through contacts 328, 328 and 33) reverses the 
direction oï the current through motor 288 and 
thus applies an electrical braking ïorce to the 
armature and wheel spindle which results in a 
rapid stopping oï rotation of the spindle and 
grinding wheel. Further, the saturable reactors 
338,842 and 38 provide a means ïor closely regu 
lating the current input fo motor 288. 
The secondary coil oï transïormer 88 is con- 
nected directly to the alternating current ter- 
minals oï a bridge rectifier 2. The direct cur- 
rent leaving the rectifier 352 passes through line 
.54, the direct current coils oï saturable reactors 
33, 842 and 348, variable resistance $, contact 
38, contact 332 and returns to the rectifier 35- 
through line 333. It will be noted that the 
operation oï plugging switch 3 $. also energizes 
relay .64 by means of a circuit ïrom point 88 on 
line 218 through line 38, relay 364, line 318, 
switch contacts 8 [4 and line 3 to line 28, thus 
closing the normally open contacts SD. By ad- 
justing the resistance $5, thereïore, the amount 
oï current supplied to motor 286 may be regulated. 
The limit switches 2 ! 8 and 2 ! 9, above described 
are contacted by the screws 26 just beïore the 
dressing follet 68 touches the grinding wheel 
and, beïore contact oï roller [89 with the periph- 
ery oï the wheel, said switches are simultaneonsly 
closed while spring [30 is being compressed. Since 
handle 2!2 is held in this position until the dress- 
ing operation is comp!eted it will be seen that 
switches 2 ! 8 and 2 ! $ remain closed during the 
dressing operation. 
When the switches 2 ! 8 and   9 are thus closed, 
the operating motor 34 ïor the whee! dressing 
follet is energized by establishing a circuit from 
the point 888 on line 2 through line 36, relay 
312, the contacts oï thermal overload relay 34, 
line 3] $, normally closed contacts 3 ] , limit switch 
2!8 and line 38D to line 284. The energization of 
relay 312 closes contacts 30, 384, 386, which es- 
tablishes a direct circuit from line -2 throuh 
contacts 88, 384 and $88 and the heating coils 
oï thermal overload relay 34 to the wheel dress- 
ing motor 84. It will be observed that the circuit 
energizing relay 282 for the operation oï the 
grinding wheel motor 288 is held open during the 
operation oï the dresser operating motor , since 
the energization of relay 32 ïor the latter motor 
opens the normally c!osed contacts 9 in the 
grinding wheel motor circuit. The primary coi! 
of a transformer 39 is instal!ed in the line from 
contacts 38 to motor 4. Thus, a voltage is in- 
duced in the secondary coil of transformer 38C., 
one terminal of which is connected to the filament 
of a gas fiflled tube 39 by means of line 4. The 
other terminal of the secondary coil of trans- 
former 8 is connected through variable resit- 
ance 8$ and line 38 to the grid of the tube 382. 
A transformer primary coil $@6 is connected 
by lines  across two wires of the main line 2 
and induces a voltage in a secondary winding ..O 
connected across the filament of tube 92 by wire 
483, and in another secondary winding 84 one 
terminal of which is connected by wire 4$ to the 
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plate of tube 892. The other terminal of winding 
4g.4 is connected by line 40" to the relay 408 and 
through line 8 to the secondary winding402. 
A condenser  is installed across the terminals 
5 of relay 
When the motor 84 is started, the voltage in- 
duced in the secondary windin »of transformer 
396 causes tube 392 to function and conduct cur- 
rent from the grid on line 38 to the plate and 
I0 through.winding 04, energizing relay 488. Con- 
tact 42 then closes and a circuit is established 
from the point 414 on line 26 through line 4!8, 
relay 4!8, oontact 4!2 and line 428 to line 284. 
This energizes the re!ay 4!8 and closes contacts 
15 422 and 42-. Thus a holding circuit for relay 
is established from point 358 on line 218 through 
., 32, 34, ]8,424, 2!9 and line 426 to line 284. 
At the saine rime, relay 428 is energizedby 
the following circuit: From point 438 on line 
20 through line 32, 428, 422 and line 434 fo line 
24. Energizing the relay 428 causes the nor- 
mally closed contact 318 to break the circuit 
30, 32, 324, 88, 328, 218, 380, 284, but the re- 
lay 82 is retained in energized condition by the 
25 aforementioned holding circuit, lelay 428 a]so 
closes contact 8 providing the following hold- 
ing circuit for relay 428 after relay 488 is no 
longer energized; from point 488, 432, 428, 436, 
218,880 to 28. 
30 As above described, the de-energization of the 
grinding wheel motor relay 292 allovs the nor- 
mally closed contacts 34 to close and establish 
a braking circuit through the plugging switch 3 ! 
This circuit is broken when the grinding wheel 
3. finally stops and plugging switch 88 opens con- 
tacts 3 ! 2 and 3 ! 4. However, when the dresser 
motor 8 is started, a new circuit is established 
from point 820 through 822, 324, contacts 438, 
and line 32 to line 284, thns reapplying the re- 
-: versing current to the motor of the grinding 
wheel !2. it is to be noted that, since relay 
is not energized, the direct current through the 
saturable reactors now passes through normally 
closed contacts 32 and variable resistance 358, 
45 which is used to control the current to motor 28@ 
whfle motor 84 is operating. 
By operatin the grinding wheel motor 
while the dressing follet motor 84 is operated the 
load imposed on the latter motor is appreciably 
50 reduced. When the current to motor 28 is äd- 
justed to a value sufficient to overcome the inertia 
of the motor armature and of the relatively 
heavy grindin wheel, the load on the follet 
and motor 84 is much smaller than would be the 
55 case, if if were necessary for the follet  8 to turn 
the dead weight of the grinding vheel. If desired, 
this current value supplied to the motor 28 may 
be such that the grinding wheel is rotated at ap- 
proximately the same peripheral speed as the 
6o dressing follet ! . Thus, as the wheel and follet 
are rotated in the directions indicated by the ar- 
rows in Figure 1 of the drawings, peripheral fric- 
tion at the point of tangential contact between 
said wheel and follet will be absolutely nil so that 
65 the formation of the usual cloud of abrasive dust 
in the immediate vicinity of the machine is sub- 
stantially absent. ï-Iowever, the pressure force 
applied by spring !3 to the follet 8 in the 
ïo manner above explained results in the penetra- 
tion of said dressing follet into the re]atively sort 
peripheral face of the grinding wheel to the re- 
quired predetermined depth with the highly ac- 
curate truing or contouring of the wheel profile as 
ï5 may be requrd to exactly reproduce such profile 
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upon the wnrk»piece;, under predetermined con- 
d[tions of" opération; as heretofore descr:ibd 
W.hen the' ïolle. [$D bas penetrted the grind- 
 whee[  to the desired depth, further ene- 
ttion is mechacall.y prevented s bove de- 
scibed. en this point is, reched; the motor 
4 merely rotates he fol!er: .88 idl s;nd i load 
current decreases sharply in value to a point in- 
sucient to operate the tube 9, with the result 
that relay 98 is de-energized. This causes the 
contacts 4 to open and de-energize relay 4. 
Contac 44 therefore open and de-energize re- 
lay , openg the line to mor 84 and stopping 
said motor. Relay 8 remains energized through 
the ccuit 8, , 8, , 8, 888 and 
and thus prevents the re-establishment of the 
original circuit to relay  by hold, contact 
8 open. Relay 8 is de-energized ,when the 
limit switch   9 is opened and the dressin mech- 
asm  withdrawn from the wheel  to com- 
plete the cycle. 
n, al.ternative mehod of autematicaly.stoppi 
the operationof: motor  is illustra-ted in Figure 9. 
Ths provides for the installation of tle primary 
wding 0 of' a-c.urent, traformer in the.mo- 
for circuit. A secondary winng  er sa,id 
traformer is connected te both plates of a fui1 
wve rectifier tube 4. Adjustable resistances 
8 and 48 are connected from- each terminal, of 
the secondary winoEng- 4- . a- center, tap pro- 
vided' on tht. winding.. The centez, tap is also 
coected thr0u'h line. '0 to 'ela.y. 48G. An- 
other sec0ndary winding, 45 cmespondng , to 
the secondary winding.  of. Figure 8, is con- 
nected to th fitamenfi of tube 4  and. line 
coects hs circuit to the other terminal of re- 
lay 85. A prot¢ctive resistance 4S is in.s,ta]ted 
across.nes.58and.454 Threis a-ls0-conneced, 
i.n. parallel with the, secodary winding 4 a 
resistance 58 v(ith the characteristic of offering 
high resistnce at low voltage but having, a very 
much reduced resistance, va-lue, ai- high voltages. 
This is mrelF a proctive device, for, preventin2 
abnomall F hih voita¢es from, destroying- the 
secondarF winn[ 
It.[i!! b evident from the above that the start-- 
ing cu'rent l'or mo,ç 84  11 indu;e a high volt,- 
agç across the secondarF 4 oï the cu-rrenfi trans- 
er. This is-rectified,b, the tube-4, and con 
dcted throug rla 48,, ciosing contacts: 
ad causing the' saine sequence 0f events as n 
the mehod first described. The variable, resist 
aces S aDd- 48.-permit pe-settin¢,.of the volt,- 
age value af' which relay 9S ' is d'e-energized to 
top motor 8, when the wheel, dressing opm, a.tion 
is mpleted,. 
From the foregQing, description and flhe. ac- 
compaing drawings; it-is, believed' that the 
several novel featres of' eur. invention nd the 
operation thereof- m, be clear!y, understood It 
will be seen that we-have previded, a pofi, 
essing or contouin it for abrasive grind- 
ing- wheels which is artiularty- desizable, for 
use in connection with hih precision gri.nng 
machinesof, the centerless type. In a-very com- 
pact orgazation, provision is ruade f0 max- 
imum fiex, ibility in the adjustment ofthe wheel 
dressing rller., to accurately lcate or position 
its contouï'ed.' srfae with reta,ion fo the pe- 
ipheral surface er the ,rindia %vhee].. so that 
in the dressing of contouring operatien the 
particular contions req-red in. the-, grinng 
of various fferent. nd,s of  work-pieces are 
compensated for and, the contoured surf'ace of 
t,le- dressing, roller, wilï be.. reproduced:: upon the 
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w0rk-piece with a, higl degree: of: accuracy. At 
the saine rime, it will be, obvious that' since, o.tlr 
invention is characterized by the pressure cor- 
touring of the grinding wheel profile, as stin- 
5 guished from a process, of attrition, thze will 
be a mimnm reduction in grinding wheel diam- 
eter in each whee[ dzessing operation. Als0 the 
automatic, limitationof the depth of penetraion 
of the dressing follet into the face of the grind - 
I0 ing wheel obviates possible inaccu'acy due to 
human ïailure,, and assures that on!y he exact 
amount of stock is removed from the workrpiece 
in the grinding operat0n which is necessa to 
produce the required contoed surface theren. 
15 I wH1, therefore, be appreciated tha the }n- 
vention  herein disclosed is particularlF desirable 
f0 use in connection with the grng of 
roughlF prefomed threads on rods, bo!s or 
other  work-pieces of various ametes, wheze 
20 the pitch,, helix al, and concentzicity Qf the 
screw theads are factors of prime importance. 
By the provision of the co-related conto[ cir- 
cuits for the oRerating motors of the grinding 
w, heel and the wheel dressing roller the rotation 
25 of  the: grinng wheel may be reversed and the 
" d:lessing operation quikly inaugurated. 
fur[-her  be evident that the several adjustmen 
of the dressing fo!let above described fo - position 
the saine relative to the axial center of the,grind- 
0 i-ng vheel as well as t-he advancing and retracting 
moements of çhe roller carrying stide 2 can 
b, easily and quicMy ruade. Since the accumu- 
lation, of abrasive dust upon the severat rel- 
tvely movable parts of the mechanism: is, un- 
35 Hke]y mimum wear of said parts and higy 
ecient, opera$ion is obtained. It will also be 
noted, that the seym;a! cooperaing mechacal 
parts: al'e o rug[ed and durable sçuctr'al 
n. nîay be. eadfly. assembled so tha[. production 
4o ços: o.f: out- improved.-whee! dressin¢ it. wi!l_ be 
reasonably low. 
The invention may be embodied, in oher 
scific-forms withoufi departig, from the spiit 
e essntial characteristics thereofç The present 
45 embodiment is therefore fo be coidered in all 
respects as illustrative and hot restrictive, the 
scope of' the invention being incated by the 
appended, claires rather than by the fore¢oing 
description, and ail-changes which corne within 
o,the. meang and rae of equivalency of the 
claires ae therefore intended to be embracd 
therein» 
Wlat is-claimed and desired fo. be s¢¢uçed by 
United States Letters Paient is: 
5.5 L Dressin mechasm for abrasive grinng 
wheels, comprising a base. adapted fo beïmounte.d 
o a machine-fram in promity to.the grind- 
i.n wheel, a slide movable on said bas towar,d 
and from the periphery of the wheel, a contoured 
69 wheel dressing follet, means mounting said roller 
on the slide inclung means rotatabIF support- 
in. the follet with ifs axis in a traverse plane 
nomalï t the. path of movement of th sde, 
meas., operative!y associated with th oller 
 supporting means for anCularly adjustin¢, the 
fo!let- supporting means fo dispose' the- roHer 
axis in said plane- ai a predetermined, inclination 
relatçve fo the axis of the abrasive whee!,, and 
means m0unted in. the base and opratily co- 
9 nected with said slide fo actuate the. atter:- ad 
inc!ung sprint, means rendered eective upon 
contact, of the. fo!let with the-wheel fo resiliently 
urge the contoured surface of said roller under 
pressui'e into the peripheral face or flhe:: abrasiye 
 wheel. 
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2. The combination defined in claim I, where- 
in said follet rnounting means includes means 
adjustably positioning said follet fo locate the 
point of tangential contact of ifs contoured sur- 
face and the line of thrust pressure against the 
periphery of the wheel circumferentially thereoÏ 
in predetermined spaced relation Ïrom a plane 
parallel fo the slide and intersecting the axial 
center of said wheel. 
3. The combination defined in claim 1, in 
which said means for angularly adjusting the 
follet supporting means includes a bracket car- 
ried by the slide, together with means adjustably 
mounting the follet supporting means on said 
bracket for movement relative fo the slide fo 
locate the point of tangential contact of the con- 
toured surface of the follet and the line of thrust 
Pressure against the periphery of the wheel cir- 
cumferentially thereof in predetermined spaced 
relation from a plane parallel to the sIide and 
intersecting the axial center of said wheel. 
4. The combination defined in claim 1, in 
which said means for angularly adjusting the 
roller supporting means comprises a saddle on 
said slide, a supporting cradle for the follet rock- 
able in said saddle transversely of the slide, and 
means for releasably clamping said cradle in ad- 
justed position in the saddle. 
5. The combination defined in claim 1, in 
which said means for angularIy adjusting the 
follet supporting means comprises a saddle on 
said slide, means ïor transversely adjusting said 
saddle on the slide, a supporting cradle for the 
follet rockable in said saddle transversely of the 
slide, and means for releasably clamping said 
cradle in adjusted position in the saddle. 
6. In wheel dressing mechanism for a grinding 
machine having a rotatable grinding wheel, a 
base adapted to be mounted on the machine in 
proximity to the grinding wheel, a slide movable 
on said base toward and from the periphery of 
the wheel, a wheel dressing tool mounted on said 
slide, a shaft, means in the base mounting said 
shaft for axial and rotative movement, a nut 
threaded on said shaft and means connecting 
said nut with the slide, restraining the nut 
against rotation while permitting relative more- 
ment between the slide and nut axially of the 
shaft, an energy stoïing device coacting with 
said nut and a part on the slide, means for ro- 
tating said shaft in the retracted position of the 
slide, to move the nut, slide and energy storing 
device as a unit axially thereof and initially posi- 
tion the dressing tool in predetermined spaced 
relation fo the wheel, and additional means op- 
eratively connected to said shaft mountinp, means 
for axially moving said shaft to advance the slide 
and energize said storing device, after pressure 
contact between the.tool and wheel, to continue 
the advancing movement of the slide independ- 
ently of said shaft and cause the tool fo penetrate 
the peripheral face of the wheel to a depth cor- 
responding fo said initial adjustment of the tool. 
7. The combination defined in claim 6, wherein 
said mounting means comprises a bearing sup- 
porting said shaft and s!idably keyed in the base, 
and said additional means comprises manually 
 operable means on the base connected with said 
bearing fo impart unitary axial movement to said 
bearing and shaft. 
8. The combination defined in cIaim 6, wherein 
said means for mounting the shaft comprises a 
rack on which the shaft is rotatably mounted, 
and said additional means comprises a manually 
operable pinion coacting with said rack. 
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9. The combination defined in claire 6, wherein 
said means for mounting the shaft comprises a 
rack on which the shaft is rotatably mounted, 
and said additional means comprises a manually 
5 operable plnion coacting with said rack, togekher 
with means mounted in the base and coacting 
with the rack to yieldably retain the shaft and 
slide in retracted position. 
10. In combination with a grinding machine 
l0 having a motor !riven abrasive wheel, a con- 
touring rolleï mounted in opposed relation fo the 
periphery of said whee!, means for applying a 
pressure force to said fo!let to cause its con- 
touï'ed surface to penetrate the peripheral face 
15 of the abrasive wheel fo a predetermined depth, 
an operating motor for said roller, a circuit for 
said motor, and means in said circuit automati- 
caIIy operab!e when said predetermined depth of 
penetration of the abrasive wheel is reached to 
20 open the circuit and de-energize said motor. 
11. Th combination defined in claire 10, 
wherin said force applying means includes man- 
ually operable means for moving said follet into 
and out of contact with said wheel, and switch 
25 means in the follet motor circuit actuated to 
closed position by a part of said manually op- 
erable means to maintain said motor in ener- 
gized condition during pressure engagement of 
the contouring follet with the abrasive wheel. 
30 12. The combination defined in claire 10, 
gether with an operating motor for the abrasive 
wheel and a circuit energizing said motor to fo- 
tare the wheel in grinding direction, a reversing 
circuit for said wheel motor, means for closing 
35 the circuit for the roller motor upon pressure 
engagement of the follet with the abrasive wheel, 
and means interconnected with said last named 
means for simultaneously closing the reversing 
circuit of the abrasive wheel motor to drive said 
40 wheel in a reverse direction during the pressure 
contouring operation of said follet. 
13. In combination with a grinding machine 
having an abrasive wheel, an operating motor 
therefor, a contouring follet mounted in opposed 
45 relation to the periphery of said wheel, means for 
applying a pressure force fo said follet to cause 
its contoured surface to penetrate the peripheral 
face of the abrasive wheel to a predetermined 
depth, an operating motor for said fol!er, ener- 
50 gizing circuits for the respective motors, start 
and stop switches in the wheel motor circuit, ad- 
ditional switch means in said circuit controlled 
by the abrasive wheel and maintained in closed 
position during rotation of said wheel in grinding 
5 direction, means responsive fo operation of said 
stop switch for closing a motor reversing circuit 
through said additional switch means, and apply 
braking torque fo said wheel, means for closing 
the energizing circuit for the roller motor upon 
60 pressure engagement of said follet with the abra- 
sive wheel, and means interconnected with said 
last-named means for simultaneously closing the 
reversing circuit of said abrasive wheel motor 
dependently of said additional switch means, to 
65 drive said wheel in the reverse direction during 
the pressure contouring operation of said follet. 
14. The combination defined in claim 13, 
gether with means in the roller motor circuit 
tomatically operable to open said circuit and 
70 energize the motor when the contouring roller 
has penetrated the face of the abrasive wheel to 
a predetermined depth. 
15. The combination defined in claim 13, 
gether with means in the reversing circuit for 
 the abrasive wheel motor to regulate the .cur- 
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rent value supplied to said motor and rotate said 
wheel ata predetermined speed relative to the 
speed of rotation of the contouring roller. 
16. The combination defined in claire 10, 
gether with an additional operating motor and 
control circuit therefor for rotating the abrasive 
wheel at substantially the same peripheral speed 
as said contouring roller. 
17. Wheel dressing mechanism, comprising a 
base adapted tobe mounted on a machine frame 
in proximity to an abrasive grinding wheel, a 
slide movable on said base toward and away 
from the periphery of said wheel, a wheel dress- 
ing roller rotatably mounted on said slide, and 
actuating means for said slide comprising 
energy storing device, fixed means on said slide 
supporting one end of said device, a member 
slidably mounted on said slide supporting the 
posite end of said device, a manually operable 
element having a threaded connection with said 
member, a sleeve slidably mounted in said base 
rotatably supporting said element, means pre- 
venting relative axial movement between the 
said sleeve and said element, and means in said 
base operatively connected with said sleeve and 
operable to impart unitary axial movement fo 
said sleeve, said element and said member, fo 
advance the slide and contact the roller with 
wheel and thereafter move said member relative 
fo the slide to tender said energy storing device 
effective to continue advancing movement of the 
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slide and urge said roller into the peripheral face 
of the grinding wheel. 
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